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(57) ABSTRACT 

A method and apparatus for laser cutting a target material is 
disclosed. The method includes the steps of generating laser 
pulses from a laser system and applying the laser pulses to 
the target material so that the laser pulses cut through the 
material. The laser pulses have an approximately ellipse 
shaped spot, have a temporal pulse Width shorter than about 
100 nanoseconds, and have an energy density from about 2 
to about 20 times the ablation threshold energy of the target 
material. The laser pulses are applied to the material such 
that the major axis of the ellipse shaped spot moves parallel 
to the cutting direction. The spot has a leading edge and a 
trailing edge on the major axis, and the energy density of 
each laser pulse increases from Zero to a maximum along the 
leading edge and decreases back to Zero along the trailing 
edge. The apparatus is a laser system for cutting a target 
material that includes: a seed laser system for producing a 
?rst pulse laser beam; a laser ampli?er for amplifying the 
?rst pulse laser beam to produce an ampli?ed pulse laser 
beam; a harmonic generation system for converting the 
ampli?ed pulse laser beam into a second pulse laser beam 
having a shorter Wavelength; a focussing system for focus 
sing the second pulse laser beam to an approximately ellipse 
shaped third pulse laser beam; and a motion control system 
for moving a target material contacted by the third pulse 
laser beam. 

40 Claims, 6 Drawing Sheets 
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METHOD AND APPARATUS FOR LASER 
ABLATION OF A TARGET MATERIAL 

FIELD OF THE INVENTION 

This invention relates to lasers and, in particular, to a 
method and an apparatus for employing laser light to gen 
erate high precision through-cuts in a target material. The 
apparatus and method are particularly useful in singulating 
multi-element semiconductor substrates for the purpose of 
separating the semiconductor elements. 

BACKGROUND OF THE INVENTION 

Laser devices have been used to cut various materials for 
some time. Disadvantages of such devices in the cutting 
process are knoWn. For example, the cut quality (surface 
smoothness) has been less than desirable, and resolidi?ed 
material has had a tendency to accumulate on the surface 
cut. The lack of available precision laser cutting methods has 
been particularly troublesome in the semiconductor pack 
aging industry. 
With the increased miniaturiZation of electronic devices, 

there has been Widespread interest in semiconductor pack 
ages that occupy a minimum amount of space. Various 
methods have been developed that alloW semiconductor dies 
to be encapsulated in packages that are no larger or only 
slightly larger than the periphery of the semiconductor chip. 
For example, US. Pat. Nos. 5,663,106 and 5,776,796 dis 
close methods of semiconductor die encapsulation that are 
used to produce What are knoWn as chip-siZe or chip-scale 
semi-conductor packages. In these methods, a number of 
semiconductor dies are placed on a substrate and a ?oWable 
encapsulation material is deposited around the semiconduc 
tor dies. The encapsulation material is alloWed to cure and 
the semiconductor dies are then separated (singulated) from 
each other to form a number of chip-siZe or chip-scale 
semi-conductor packages. 

Various methods have been used to singulate, i.e. cut-out, 
the semiconductor devices such as die punching, saWing, 
rotary knife cutting, Water jet cutting and laser cutting. 
While each of these methods may provide satisfactory 
results in certain situations, precisely uniform semiconduc 
tor device singulation has proven to be an elusive goal. The 
lack of precision singulation techniques has become par 
ticularly troublesome in that the electronic device industry 
has proposed neW standards for the acceptable variation in 
the outline dimensions of chip-scale semiconductor pack 
ages. 

There are several other chip singulation needs in the 
semiconductor industry. The most common are the separa 
tion of individual circuit elements that have been litho 
graphically printed or otherWise generated on substrates 
such as silicon, gallium arsenide, several forms of ceramic, 
or silicon-on-insulator laminates Where the insulator is glass, 
quartZ, or sapphire. In this area, precision device singulation 
has also been difficult to attain. 

In vieW of the foregoing, it is apparent that there is a 
continued need in the semiconductor industry for a chip 
scale singulation method and apparatus that provides high 
quality, precision cuts at an economically viable cutting rate. 
Particularly, there has been continued interest in laser cutting 
techniques that may be used to precisely singulate semicon 
ductor devices in conformity With increasingly tight industry 
standards for semiconductor device outlines. 

Laser-based micromachining techniques have been 
applied in the semiconductor device industry in the past. For 
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2 
instance, US. Pat. No. 5,593,606 discloses a method and 
apparatus for forming circular shaped vias, both through and 
blind, in multi-layered semiconductor materials such as a 
printed Wiring board. The ’606 patent describes a method 
utiliZing ultraviolet laser light to ablate layered materials of 
different chemical compositions using a circular laser spot. 
The ’606 patent states an advantage of its apparatus and 
method as elimination of a saturation limit on the poWer 
density ablation rate per pulse. The ’606 patent eXplains that 
the “saturation depth of a cut per laser pulse is reached When 
an increase in poWer density of the beam pulse striking the 
target does not produce an appreciable increase of depth of 
cut into the target [and] [t]his is especially true for the 
eXcimer laser because the use of a beam-shape controlling 
mask dictates that the beam spot area equal the spatial area 
de?ned by the via to be cut.” The ’606 patent also notes that 
it is believed the saturation depth phenomenon is caused by 
“development by the ?rst beam pulse of a debris plume that 
acts as a ?lter or mask for subsequent beam pulses. 

This knoWn apparatus and method suffers a number of 
disadvantages. For eXample, by using a circular spot, cut 
roughness can increase. Another disadvantage is a saturation 
limit on the energy density ablation rate per pulse. If the 
energy of each individual pulse applied to the intended 
ablation volume (de?ned by the spot area and absorption 
depth) is less than the energy needed to vaporiZe the 
material, little or no ablation Will occur. On the other hand, 
if the pulse energy is substantially greater than the energy 
needed by the ablation volume for vaporiZation, the eXcess 
energy is dissipated as heat or is otherWise not used for 
material removal. Either Way, ablation ef?ciency is rela 
tively loW. 

It has been discovered in the present invention that this 
effect can be minimiZed by using laser pulses With energy 
approximately matching the energy requirement for com 
plete vaporiZation of the intended ablation volume. For a 
given material and laser Wavelength, there is an optimum 
energy density Whereby the ablation ef?ciency is maXi 
miZed. Since the spot siZe in the method and apparatus of 
US. Pat. No. 5,593,606 is stated to be less than about 50 
micrometers in diameter, optimum ablation ef?ciency Would 
be achieved only if the pulse energy Was very loW. Since 
cutting rate is generally proportional to average poWer of the 
laser, high throughput Would require a large laser repetition 
rate. 

Another limitation on laser ablation is a requirement on 
the minimum intensity of the laser pulse. Although the pulse 
may have suf?cient or optimum energy content, it can not be 
ef?ciently used for vaporiZation if the time of application 
(pulse Width) is too long, that is, long compared to the 
characteristic thermal diffusion time of the material. 
Generally, the pulse Width must be short enough such that 
thermal diffusion into the material is minimal. 

Accordingly, there is a need for a laser cutting system and 
method that provides laser pulses of optimum energy and 
duration such that efficient ablation can occur resulting in 
effective cuts. The average poWer requirement and hence, 
cost, of such a device Would be minimiZed. 

SUMMARY OF THE INVENTION 

The present invention alleviates to a great eXtent the 
disadvantages of the knoWn apparatus and methods for 
forming through cuts in target materials by providing, in one 
embodiment, a laser system that ampli?es and increases 
(such as tripling) the frequency of the output of a seed laser 
subsystem With one or more stages of ampli?cation to 
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generate ultraviolet light output pulses. These pulses are 
focused into an elongated orientation, such as preferably a 
line or ellipse With an optical focusing apparatus such as a 
cylindrical lens pair. The elongated, elliptical or line focus is 
projected onto the surface of the target material to be cut. 
The target material is moved in the same direction as the 
elongated focus, such as substantially parallel to the line 
focus in the preferred embodiment, to create a continuous 
through-cut. The lenses can be rotated and the material 
motion direction can be varied to alloW cutting along any 
direction parallel to the plane of the target material. 

The laser beam is focussed to an illumination area (also 
referred hereafter as a “spot”) shaped and dimensioned to 
include a major axis and a minor axis and preferably, the 
laser pulses are applied to the material such that the major 
axis of the illumination area moves or is moved parallel to 
the cutting direction. The illumination area also has a 
leading edge and a trailing edge on the major axis, and the 
energy density of each laser pulse increases from Zero to a 
maximum along the leading edge and decreases back to Zero 
along the trailing edge. The pulse energy of the laser pulses 
is selected to exceed the ablation energy density required for 
the material to be cut. In other Words, the pulse energy 
selected is based on the ablation threshold energy of the 
target material and the area of the illumination area. In a 
preferred embodiment, the pulse energy is greater than about 
5 microJoules, preferably is betWeen about 0.1 milliJoules 
and about 250 milliJoules, although it should be understood 
that other energy levels can be selected. 
When this method and apparatus are used in semiconduc 

tor packaging, the method and apparatus alloW for the 
complete singulation of individual semiconductor elements, 
Which often are rectangular (or square) and need to be cut on 
all four sides, although it should be recogniZed other shape 
cuts can be generated. In the preferred embodiment, the 
method and apparatus produces singulated semiconductor 
devices having tight dimensional control on the device 
outline as required by electronic device industry standards. 

In the method of the present invention, the target material 
is cut. The steps of making a cut include generating laser 
pulses from a laser system and applying the laser pulses in 
a cutting direction to the target material so that the laser 
pulses cut through the target material. The laser pulses 
preferably have a line focus or an approximately ellipse 
shaped spot, have a pulse duration sufficiently short to 
minimiZe thermal diffusion, have an energy density suf? 
ciently above the ablation threshold of the material being cut 
to ablate ef?ciently, and a repetition rate suf?cient to achieve 
a desired cutting rate. In a preferred embodiment, the 
temporal pulse Width is shorter than about 100 nanoseconds, 
and the energy density is betWeen about 2 to about 20 times 
the ablation threshold energy of the target material. Any 
suitable repetition rate may be selected to achieve the 
desired cut rate and depth. In a preferred embodiment, the 
laser pulses have a repetition rate greater than about 50 HZ, 
and most preferably have a repetition rate betWeen about 
100 and about 1500 HZ. 

In one embodiment of the invention, the laser system 
includes: a seed laser system for producing a ?rst pulse laser 
beam; a laser ampli?er for amplifying the ?rst pulse laser 
beam to produce an ampli?ed pulse laser beam; a harmonic 
generation system for converting the ampli?ed pulse laser 
beam into a second pulse laser beam having a shorter 
Wavelength; a focussing system for focussing the second 
pulse laser beam to an approximately ellipse shaped third 
pulse laser beam; and a motion control system for moving a 
target material contacted by the third pulse laser beam. 
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4 
Preferably, the focussing system includes tWo lenses. The 
?rst lens controls the length of the major axis of the 
approximately ellipse shaped third pulse laser beam and the 
second lens controls the length of the minor axis of the 
approximately ellipse shaped third pulse laser beam. The 
motion control system includes tWo orthogonal stages 
capable of moving the target material in any direction 
parallel to a surface plane of the target material. 
One advantage of the present invention is that a cost 

effective laser system and method is provided to form high 
quality through cuts in target materials, especially target 
materials used by the semiconductor industry. 

Another advantage of the invention is that a laser cutting 
system and method that optimiZes the energy density on the 
material and have a suf?ciently short pulse duration such 
that ablation ef?ciency is maximiZed is provided. 
The method and apparatus of the present invention also 

has other advantages, Which should be apparent to one 
skilled in the art. By Way of example, the proper selection of 
the Width or, preferably, the length of the line focus can 
optimiZe the energy density. This alloWs the use of higher 
pulse energy lasers, Which Would be inef?cient if the maxi 
mum spot dimension Was constrained to a 50 micrometer 
diameter or less. Another advantage of the present invention 
is that for a speci?c average poWer, loWer pulse repetition 
rate can be used because of the utiliZation of higher pulse 
energy. 

Another advantage of the present invention is that the 
probability of shock damage is reduced because of operation 
at loW energy density and because of energy density tapering 
at the leading and trailing edges of the cutting laser spot. 
A further advantage is that by moving the line focus along 

its length, cuts are very straight With little Width variation. A 
?fth advantage is that by using a high beam quality, high 
brightness laser, the volume of the cut and the amount of 
debris generated from the ablation is minimiZed. 

These and other features and advantages of the present 
invention Will be appreciated from a revieW of the folloWing 
detailed description of the invention, along With the accom 
panying ?gures in Which like reference numerals refer to 
like parts throughout. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a schematic diagram of a laser system in 
accordance With the present invention; 

FIG. 2 is a schematic diagram of an embodiment of a laser 
system in accordance With the present invention; 

FIG. 3 is an expanded vieW of the optical and motion 
layout of a laser system in accordance With the present 
invention; 

FIG. 4A is an illustration of an exemplary line focus beam 
pro?le in accordance With the present invention; 

FIG. 4B is an illustration of an exemplary energy density 
pro?le taken along the major axis of the line focus beam 
pro?le illustrated in FIG. 4A; 

FIG. 4C is an illustration of an exemplary energy density 
pro?le taken along the minor axis of the line focus beam 
pro?le illustrated in FIG. 4A. 

FIG. 4D is an illustration of an exemplary cut made in a 
target material in accordance With the apparatus and method 
of the present invention, shoWing a cross section of the laser 
line focus; 

FIG. 4E is an illustration of an exemplary cut made in a 
target material in accordance With the apparatus and method 
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of the present invention, showing a three dimensional vieW 
of the laser line focus; 

FIG. 5 is a graphical depiction of ablation rate and 
ablation efficiency versus pulse energy density in accor 
dance With the laser system of the present invention; and 

FIG. 6 is a graphical depiction of cut depth versus elapsed 
time in accordance With the laser system of the present 
invention. 

It should be understood that the ?gures are not necessarily 
draWn to scale and that the embodiments are sometimes 
illustrated by graphic symbols, phantom lines, diagrammatic 
representations and fragmentary vieWs. In certain instances, 
details that are not necessary for understanding the invention 
or Which make other details difficult to perceive may have 
been omitted. It should be understood, of course, that the 
invention is not necessarily limited to the particular embodi 
ments illustrated herein. 

DETAILED DESCRIPTION OF THE 
INVENTION 

Preferred embodiments of a system in accordance With 
the present invention are illustrated in FIGS. 1 and 2. The 
system includes a laser system 1, Which optionally includes 
a master oscillator 2 (also referred to as “seed laser system”), 
a laser ampli?er 4, a harmonic generation system 6. It should 
be understood that any arrangement of laser system 1 can be 
used such as for example, an excimer, TizSapphire, copper 
vapor, diode pumped solid state, ?ashlamp pumped solid 
state (for example a ?ashlamp pumped Nd:YAG laser) and 
so on. The system also includes a focussing system 7 
including lenses 68 and 70, and a motion control system 8. 
Any seed laser system or master oscillator 2 may be used 

Which can generate a suitable output beam 28 of a desired 
energy level and Wavelength to act as a seed beam for 
ultimately cutting the target material in the desired fashion. 
In one embodiment, the seed laser system includes a laser 
diode 9 that pumps a laser rod 10 through a dichroic mirror 
12 to generate optical gain. Mirrors 12 and 14 form a 
resonate cavity around laser rod 10. An acousto-optic 
Q-sWitch 16, an acousto-optic mode-locker 18, an electro 
optic cavity dump 20 and an etalon 22 represent intracavity 
components that de?ne the characteristics of the output 
beam 28. Faraday rotator 24 and quarter-Wave plate 26 
rotate the polariZation of the intracavity radiation When the 
cavity dump 20 is activated to alloW the energy to escape 
through polariZing beam cube 30. The master oscillator 2 
produces approximately 1 m] laser pulses With duration of 
betWeen 0.2 and 1.5 nanoseconds. The pulse repetition rate 
is adjustable up to approximately 1,500 HZ. The master 
oscillator 2 generates a single-mode, polariZed laser beam, 
With a spatial mode that is substantially TEMO0 With a 
substantially guassian spatial distribution. The laser rod 10 
Within the seed laser system 2 is preferably a NdzYAG 
crystal resulting in a output Wavelength of approximately 
1064 nanometers. 

The output beam 28 from the seed laser system 2 option 
ally passes through one or more stages of ampli?cation. Any 
suitable ampli?cation system may be used, Which Will result 
in an output beam of suf?ciently high energy density for 
ablation of the target material at a desired rate and depth. 
The ampli?cation system is illustrated diagrammatically 
With box 4 in FIG. 1 and With the dotted lines labeled as 
element 4 in FIG. 2. In FIG. 2, the ampli?er 4 illustrated is 
an exemplary single stage laser ampli?er. 

The output laser beam 28 may go directly to the ampli?er 
4 from the master oscillator 2, as illustrated in FIG. 1, or 

10 

15 

20 

25 

30 

35 

40 

45 

50 

55 

60 

65 

6 
optionally may be directed using mirrors, splitters or other 
beam directing apparatus in any desired fashion. In the 
embodiment illustrated in FIG. 2, the output beam 28 passes 
through a polariZing beam splitter 32 into the diode-pumped 
laser ampli?er 4, as illustrated in FIG. 2. The ampli?er uses 
a Wave plate 34, Faraday rotators 36 and 38, a polariZing 
cube 40, and mirrors 42 and 44 to permit the beam to pass 
four times through the ampli?er laser rod 46, Which is 
pumped by laser diodes 48. 

Thermal lensing, often associated With high average 
poWer gain media, as in the illustrated preferred 
embodiment, can be substantially corrected for by using an 
optional compensating spherical lens 50. The polariZation of 
the output from the ampli?er is rotated 90° from the input, 
hence the ampli?ed beam 52 is re?ected from the polariZing 
beam splitter 32 rather than transmitting through it, thereby 
directing the beam in a desired fashion. 

In the illustrated preferred embodiment, the ampli?ed 
beam 52 then proceeds to harmonic generator 6. Any suit 
able harmonic generator 6 may be used in order to process 
ampli?ed beam 52 to a desired Wavelength. Any Wavelength 
may be selected so long as it is suitable for ablating the target 
material. Alternatively, no harmonic generator 6 may be 
used, so long as the ampli?ed beam 52 from the ampli?ca 
tion system 4 is at the desired Wavelength. In an embodiment 
in Which no ampli?cation system 4 is used, a harmonic 
generator 6 optionally may be used to receive and process 
output beam 28. Alternatively if output beam 28 is already 
at a desired frequency, then a harmonic generator 6 is not 
required as Well. 

In the preferred embodiment illustrated in FIG. 2, the 
ampli?ed beam 52 passes through a non-linear crystal 54, 
preferably type I LBO, and is partially converted to the 
second harmonic at 532 nanometers. The second harmonic 
and the residual fundamental Wavelength then pass through 
a second non-linear crystal 56, preferably type II LBO, 
Which mixes the tWo Wavelengths to generate the third 
harmonic at 355 nanometers. To increase the frequency 
conversion ef?ciency, an optional lens 58 can be used to 
reduce the beam siZe through the non-linear crystals 54, 56 
thereby increasing the intensity and conversion ef?ciency. A 
second lens 60 can be used to re-collimate the beam after 
conversion. The beam is then passed through a prism 62 to 
separate the desired third harmonic from the residual second 
harmonic and fundamental in the illustrated embodiment. 
The 355 nanometer output beam 64 Will substantially retain 
the beam quality, spatial mode and polariZation character 
istics of the master oscillator output beam 28, hoWever, its 
spatial pro?le Will be steepened someWhat because of the 
non-linear character of the conversion crystals. Typically, a 
gaussian input pro?le Will become a super-gaussian pro?le 
after frequency conversion in the harmonic generation sys 
tem 6. Although a gaussian beam pro?le is preferred, it 
should be understood that any other suitable beam pro?le 
may be used. In addition, it should be understood that 
although a 355 nanometer Wavelength is selected in the 
illustrated embodiment, any other suitable Wavelength may 
be used. HoWever, it is preferred to use the 355 nanometer 
Wavelength for output beam 64 When the target material is 
a semiconductor element to be singulated. 
The output beam 64 then passes through a beam delivery 

system 7. Any focusing and beam processing elements may 
be used that Will achieve a shaped and focused beam having 
the desired beam energy density, shape and polariZation 
orientation. In the illustrated preferred embodiment, this 
system includes a polariZation rotator 65 to optimiZe the 
polariZation direction relative to the cutting direction or 
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major axis of the illuminated area, an electronically 
controlled, high-speed shutter 66, and focusing optics com 
prising tWo orthogonal aligned cylindrical lenses 68 and 70. 

Details of a preferred embodiment of the focusing ele 
ments are shoWn in FIG. 3 and the resultant focused beam 
100 and its properties, having a line focus at the target 74 are 
illustrated in FIGS. 4A—D. The ?rst cylindrical lens 68 
establishes the length (“L”) of the major axis 80 of the line 
focus 72. The distance, s, from the lens to the surface of the 
target material 74 to be cut is less than the focal length, f1. 
This creates a desired length (“L”) of the major axis 80 of 
the line focus 72 at the target material 74, depending on the 
depth Within the material of the focal length distance from 
the lens 68. The line focus major axis 80 length is higher if 
the depth of the focal point is further into the target material 
74, than if it is closer to the surface the target material 74. 
The depth of the focal point can be selected to adjust the 
length of the line focus major axis 80, as Well as the energy 
density of the beam. The major axis 80 length Will be 
approximately equal to (1—s/f1) times the diameter of beam 
64 entering the ?rst lens 68. 

Since the major axis of the beam at the target material 74 
is Within the near-?eld of the ?rst cylindrical lens 68, its 
spatial pro?le Will substantially folloW the pro?le of the 
beam 64 entering the ?rst lens 68. The second cylindrical 
lens 70 in the preferred embodiment de?nes the line Width 
(“W”) of the minor axis 82. This lens 70 is aligned substan 
tially 90° from the ?rst lens 68 and its distance to the 
material surface is approximately equal to its focal length, 
f2, putting the minor axis 82 in the far-?eld of the second 
lens 70. For a near-diffraction limited beam, the line focus 
Width, i.e. the Width (“W”) of the minor axis 82 is approxi 
mately equal to the product of the Wavelength of the light 
and the number of the second lens. The depth of ?eld Will be 
approximately equal to tWice the Wavelength times the 
square of the f-number. Both lenses are optionally mounted 
on a rotational stage 92 to permit the alignment of the line 
focus With any axis on the surface 75 of the material 74. 
Both lenses can also be optionally mounted on a vertical 
motion stage to alloW ?ne-tuning of the focus on the surface. 
Optionally, the ?rst lens 68 is mounted to a second vertical 
motion stage to alloW independent adjustment of the line 
focus length. 

In order to make a longer cut in the target material 74 than 
the length of the major axis 80, it is desired to translate the 
target material 74 and the focussed beam 100 in relation to 
one another. In the preferred and illustrated embodiment, the 
target material is translated and the beam 100 remains 
generally stationary, i.e. it is not scanned. Alternatively, the 
beam may be scanned using any suitable scanning technique 
and the target material 74 may be held stationary. Alterna 
tively both the beam 100 may be scanned and the target 
material may be translated. 

In the illustrated embodiment, motion control system 8 is 
provided for moving the target material 74. Any suitable 
motion control system may be provided Which moves the 
target material at the desired rate of speed and in the desired 
directions. In the illustrated embodiment, the target material 
74 is mounted to tWo, orthogonal translation stages 76 and 
78 that permit the target material 74 to move in any direction 
in a plane (i.e. in x- and y-directions). Alternatively, the 
apparatus may be provided to vertically translate the target 
material 74, i.e. providing translation in the Z-direction. The 
speed and direction preferably controlled by synchroniZa 
tion of the stage motion by a computer control system 110. 
The computer control system 110 is illustrated as attached to 
one of the stages 76, but it should be understood that it may 
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8 
be at any location suf?cient to control the motion control 
system 8 in the desired fashion. The computer control 
system can also adjust the polariZation rotator 65 such that 
the polariZation vector of focussed beam 100 is optimiZed 
With respect to the cutting direction or major axis of the spot. 

Optionally, an intelligent vision system can be used to 
vieW both the laser beam (or target material ?uorescence 
induced by the laser beam) and ?duciary points on the target 
material and to command the motion systems to properly 
align the focus to the ?duciaries. The depth of ?eld of the 
line focus is approximately equal to or greater than the 
thickness of the target material to be cut. 

FIGS. 4A—4E illustrate exemplary geometry and energy 
characteristics of the focused beam 100 and the cutting 
process. The spatial pro?le 72 (i.e. the “line focus”) of the 
focused beam 100 is shoWn in FIG. 4A. The spatial pro?le 
72 preferably has a substantially elliptical shape, having 
major axis 80 With length L and a minor axis 82 With 
maximum Width W (preferably located in the middle of the 
major axis, i.e. at L/2). The Width and length of the spatial 
pro?le are de?ned at the lateral and longitudinal limit of 
material ablation, i.e. Where the energy density is at the 
ablation threshold of the material being cut. The preferred 
energy density pro?le is illustrated in FIGS. 4B and 4C. 
Along the major axis, this pro?le is preferably approxi 
mately super-gaussian, as illustrated in FIG. 4B and the 
energy pro?le approximately gaussian along the minor axis 
82, as illustrated in FIG. 4C. The cut produced by moving 
the focus along its major or long axis is also illustrated in 
FIGS. 4D and 4E. Line focus 72 moves in cutting direction 
81 relative to the material surface. This can be achieved 
using the tables 76 and 78 to translate the target material 74 
in a direction opposite of the cutting direction, illustrated 
With arroW 120. 

During the cutting process, it is seen that the Width of the 
cut is approximately W, the Width of the minor axis of the 
line focus 72 at its Widest point. The Width of the cut starts 
at Zero at the leading edge 88 of the line focus 72 and 
increases until it is W. The depth of the cut during the 
passage of the laser line focus gradually increases from Zero 
then preferably penetrates the material 74 just before the 
focus has past. 
The parameters of the processing beam 64 preferably are 

selected to optimiZe the average energy density (energy per 
unit area) on the target material to approximately 2 to 20 
times the ablation threshold energy of the target material and 
more preferably to approximately 10 times the ablation 
threshold energy level. It should be understood hoWever, 
that any energy density on the target material may be 
selected so long as it exceeds the ablation threshold energy, 
and the practicing of the present invention is not restricted 
to the preferred energy density ranges. It is also preferred to 
avoid excessive thermal diffusion into the target material 74 
to avoid peripheral damage of the material. In order to avoid 
excessive thermal diffusion, it is preferred to use a temporal 
pulse Widths shorter than about 100 nanoseconds, and more 
preferably shorter than about 40 nanoseconds, or even 
shorter than about 2 nanoseconds. 

In the preferred laser singulation embodiment, the Width 
W of the line focus 72 is preferably selected to be under 
approximately 125 micrometers, and more preferably 
betWeen 10 and 50 micrometers, and the ratio of length to 
Width (major axis to minor axis) is preferably selected to be 
4 or greater. Again, other dimensions can be selected as Well, 
so long as the desired energy distribution pro?les Within the 
line focus 72 can be achieved. When the laser system is used 
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to singulate semiconductor chips, the maximum length (“L”) 
of the line focus is preferred to be less than about 2 
centimeters Which is characteristic of typical chips to be 
singulated, although any other length L can be selected. 

The energy density along the major axis 80 of the line 
focus 72 at the leading and trailing edges 86, 88 is selected 
to rise to the maximum level over a speci?c distance. 
Preferably, the energy distribution varies smoothly from 
10% to 90% of the maximum level over a distance that is at 
least equal to the Width W of the minor axis 82 of the line 
focus 72. 
Good beam quality and high brightness also are preferred 

since this alloWs higher aspect ratio (Width to depth) cuts 
Which result in minimiZing both the amount of material 
needed to be removed and the amount of undesirable debris 
generated. 

The pulse energy is selected, based on the target material 
ablation threshold and the area of the line focus 72. In the 
preferred embodiment, the pulse energy level is greater than 
about 5><10_6 Joules, and more preferably betWeen 0.1 m] 
and 250 m], although any energy level suf?cient to achieve 
an energy density that can achieve ablation of the target 
material may be selected. 

The repetition rate of the laser is preferably greater than 
about 50 HZ, and more preferably betWeen 100 and 1500 HZ. 
although any repetition rate may be selected that can achieve 
the desired cut. 

The laser Wavelength can be selected for good absorption, 
depending upon the particular target material to be cut. 
Material absorption is also dependent on temporal pulse 
Width. For pulse Widths greater than about 2 nanoseconds, 
the Wavelength is preferably less than about 400 nanom 
eters. For pulse Widths betWeen about 100 picoseconds and 
2 nanoseconds, the Wavelength is preferably less than about 
600 nanometers, and for pulse Widths less than about 100 
picoseconds, the Wavelength is preferably less than about 
1100 nanometers. 

In the motion control system 8, the translation stages 76, 
78 supporting the target material 74 to be cut preferably 
move the target material parallel to the major or long axis 80 
of the line focus 72 at a constant speed that just alloWs the 
penetration of the cutting beam through the target material 
74. Optionally, the target material can be held stationary 
until the beam ?rst penetrates, then the translation stages can 
be moved to a neW cutting location While the beam is 
shuttered off, producing discrete cuts, that optionally can 
overlap, creating a longer cut. 

In operation, a target material 74 is provided and mounted 
in a desired fashion on a motion control system 8. A laser 
beam having desired properties, such as frequency, pulse 
Width and energy density, is generated by a laser beam 
system 1, generating beam 64. Optionally, the illustrated 
laser beam system may be used, including using master 
oscillator 2, laser ampli?er 4 and harmonic generation 
system 6. The beam 64 is then focused in a desired fashion 
to form a so-called line focus, i.e. a generally elliptically 
shaped output beam 100. The dimensions of the line focus 
72 of the shaped output beam 100 are selected using a 
focusing system 7. The target material 74 is moved in a 
desired fashion, resulting in a cut pattern corresponding to 
the motion of the target material 74. As the target material 
is cut, it is noted that the energy density pro?le preferably 
has a super-gaussian pro?le along the major axis, as illus 
trated in FIG. 4B, and a near-gaussian pro?le along the 
minor axis, as illustrated in FIG. 4C, leading to a relatively 
clean and desirable cut in the target material 74. Rough 
edges and spots can be avoided. 
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10 
Generally, the laser-material interaction is performed in 

air. Optionally, the interaction Zone can be ?ushed With gas 
such as Helium or Argon during the cutting operation to 
actively remove debris, to cool the surface, and/or to change 
the gas breakdoWn characteristics of the laser pulse at focus. 
One bene?t of the present invention is the ability to set the 

energy density to a value that optimiZes the ablation ef? 
ciency Without limiting the pulse energy. FIG. 5 illustrates 
the general variation in ablation rate and ablation ef?ciency 
as a function of energy density for materials Where the 
ablation mechanism is photo-thermal. At a loW energy 
density, the pulse contains insuf?cient energy to satisfy the 
heat of vaporiZation, hence, negligible ablation occurs. At 
the threshold energy density (Em) and above, the pulse does 
contain enough energy, and ablation rate (in terms of abla 
tion or cut depth per pulse) rises in proportion to the energy 
density. HoWever, substantially above the threshold energy 
density, the pulse contains an excess of energy, part of Which 
ablates and the residual is generally lost to heating laterally 
or beneath the ablation Zone or to absorption by a plasma 
formed by the leading edge of the pulse. This is seen in the 
graph as a saturation of the ablation rate at higher energy 
densities. This effect is not related to the poWer density 
saturation effect described in US. Pat. No. 5,593,606, Which 
relates to poWer saturation due to debris from previous 
pulses. The second curve illustrates the ablation ef?ciency in 
terms of the ratio of the volume of the material ablated (cut 
depth times the focus spot area) to the laser pulse energy. 
Generally, the optimum efficiency 92 is obtained When the 
energy density is at Eopt, Which is betWeen 2 and 20 times 
the ablation threshold energy 

Another bene?t of the present invention is the high quality 
of the cut. It has been observed that the present invention 
yields a consistently clean entrance and exit of the cut, very 
smooth and straight sideWalls With no evidence of shock 
damage, and very little permanent debris adjacent to the cut. 
FIG. 6 shoWs the observed pro?le of the cut depth along the 
major or long axis of the cutting line focus. The slope of the 
depth gradually increases from Zero, reaching a maximum 
slope approximately one-third of the Way through, then 
tapers off as the full thickness is cut. It is believed that the 
reason for clean, entrance and exit is the tapering of the 
energy density in the leading and trailing edges of the line 
focus. This cuts through the upper and loWer surfaces With 
loWer energy density than the central portion of the material, 
Which it is believed further reduces the probability of shock 
damage often seen at the material boundaries. Very smooth 
and straight cut edges are also seen in the samples cut With 
a line focus. It is believed that the high quality edge pro?les 
are a result of using a moving line focus, Which tends to 
smooth out both spatial and temporal intensity variations in 
the cutting beam. Furthermore, the loW levels of debris are 
believed to be a result of operating at optimum ablation 
ef?ciency and using a cutting beam With good beam quality 
and high brightness, Which alloWs generating high aspect 
ratio cuts, hence minimum material removal. 

Having described the method and apparatus of the present 
invention, the invention is further illustrated in the folloWing 
Examples, Which are intended as exemplifying the invention 
and are not intended to be taken as limiting. Even though the 
apparatus of the present invention has been tested on semi 
conductor materials, the method and apparatus Would be 
effective in cutting other target materials. 

EXAMPLE 1 

Multi-layer (laminate) substrates containing ball grid 
array semiconductor elements requiring singulation Were 
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cut. Table 1 below summarizes data collected in these 
operations using a Model BL-1010-T laser, Which combines 
the master oscillator 2, the laser ampli?er 4, and the har 
monic generator 6 into a single system, a Model 2000 
system for the motion control system 8. Both the Model 
BL-1010-T laser and the Model 2000 motion control system 
are from JMAR Technologies, Inc., San Diego, Calif. Also 
used Was a focussing system 7 comprising tWo cylindrical 
lenses 68 and 70 available from CVI Laser Corp. of 
Albuquerque, N. Mex. The target material substrates in this 
example contained three layers Which include a polyimide 
layer about 50 micrometers thick, an intermittent copper 
layer that is of about 20 micrometers thick, and an elasto 
meric epoxy layer in varying thicknesses from 250 
micrometers up to 580 micrometers but averaging about 520 
micrometers thick in the substrates tested. 
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as sheets With a thickness of up to about 5 mm. Alternatively, 
the substrates could be in other shapes and siZes. Although 
only through cuts have been discussed, the method and 
apparatus can be used to generate blind or non-through cuts 
in any target material. These cuts may be as deep as 5 mm. 

Thus it is seen that an apparatus and method for forming 
though-cuts in a target material are provided. Although the 
invention has been described in With reference to certain 
preferred embodiments, one skilled in the art Will appreciate 
that the present invention can be practiced by other than the 
preferred embodiments, Which are presented in this descrip 
tion for purposes of illustration not limitation. Therefore, the 
spirit and scope of the appended claims should not be limited 
to the description of the preferred embodiments illustrated 
herein. It is noted that equivalents for the particular embodi 
ments discussed in this description may practice the inven 
tion as Well. 

TABLE 1 

Pulse Pulse Rep Focus Energy Cut Cut Rate 
Wavelength Energy Duration Rate Size Density Rate Per Watt 

(nm) (m1) (nsec) (10’6 m) (J/cm2) (mm/sec) (mm/sec/W) 
355 5.0 1 60 50 250 0.051 0.17 
355 1.67 1 60 50 84 0.025 0.25 
355 0.67 1 300 36 by 730 3.2 0.28 1.40 
532 5.0 1 15 50 250 0.008 0.11 
532 1.17 1 300 41 by 580 6.3 0.20 0.58 

The data generated in this example illustrates observed 
characteristics of the output laser beam including the 
Wavelength, pulse energy averaged over the full beam area, 
the pulse duration, the siZe of the focus on the material (a 
single siZe value is indicitive of a circular spot, and dual 
values are indicative of the siZe of the minor and major axis 
of an elliptical spot), the energy density, and the maximum 
cutting speed for full penetration through the material. Also 
shoWn is the maximum cutting rate per average Watt of 
applied laser poWer to facilitate comparison. The ?rst three 
roWs in Table 1 are data obtained for a frequency tripled 
Nd:YAG laser output. The improvement in cutting rate is 
readily apparent at loW energy density as provided by the 
elliptical spot. The last tWo roWs are cut data for a frequency 
doubled Nd:YAG laser output Which also shoWs improved 
cutting rate for loW energy density provided by the elliptical 
spot. 

EXAMPLE 2 

Silicon and Gallium Arsenide Wafers Were also cut using 
the system of the present invention. The Wafers cut Were 
approximately 0.64 mm thick and 0.25 mm thick for Si and 
GaAs, respectively. These Wafers Were cut at a Wavelength 
of 355 nm. The laser pulse energy, duration, and repetition 
rate Were 1.33 m], 1 nsec, and 300 HZ, respectively. The 
pulses Were focused into an ellipse-shaped spot on the 
material surface With major axis about 0.75 mm and a minor 
axis about 0.036 mm. The cutting rate per average Watt Was 
found to be approximately 0.35 and 0.23 mm/sec/W for Si 
and GaAs Wafers, respectively. Helium gas ?ushing at a rate 
of approximately 3 liters per minute Was used during the 
cutting operation. 

The above examples illustrate laser cutting of several 
semiconductor substrates. Many other types of substrates 
also can be cut in accordance With the apparatus and method 
of the present invention. These include, for example, 
ceramics, green tape, carbides, metals, polymers, glasses, 
silicas, crystals, and plastics among others, and various 
combinations of these materials or laminates of tWo or more 
of these materials. Generally, these substrates Will be shaped 
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What is claimed is: 
1. Amethod for laser cutting a target material comprising: 
generating laser pulses from a laser system—the laser 

pulses having a spot shape—the spot shape having a 
major axis and a minor axis, the major axis being 
substantially longer than the minor axis; and 

applying the laser pulses in a cutting direction along the 
major axis to the target material so that the laser pulses 
cut through the target material via laser ablation. 

2. The method of claim 1 Wherein: 
the laser pulses have a repetition rate greater than about 50 

HZ. 
3. The method of claim 2 Wherein: 
the laser pulses have a repetition rate betWeen about 100 

and about 1500 HZ. 
4. The method of claim 2 Wherein: 
the spot includes a major axis and a minor axis, and 
the laser pulses are applied to the material such that the 

major axis of the spot moves parallel to the cutting 
direction. 

5. The method of claim 4 Wherein: 
the spot has a leading edge and a trailing edge on the 

major axis, and 
the energy density of each laser pulse increases from Zero 

to a maximum along the leading edge and decreases 
back to Zero along the trailing edge. 

6. The method of claim 5 Wherein: 
the ratio of the major axis to the minor axis of the spot is 

4 or greater. 
7. The method of claim 5 Wherein: 
the length of the minor axis of spot is less than about 125 

micrometers. 
8. The method of claim 1 Wherein: 
the temporal pulse Width of the pulses is greater than 

about 2 nanoseconds and the laser pulses have a 
Wavelength less than about 400 nanometers. 

9. The method of claim 1 Wherein: 
the temporal pulse Width of the pulses is betWeen about 

100 picoseconds and about 2 nanoseconds and the laser 
pulses have a Wavelength less than about 600 nanom 
eters. 
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10. The method of claim 1 wherein: 
the temporal pulse Width of the pulses is less than about 

100 picoseconds and the laser pulses have a Wavelength 
less than about 1100 nanometers. 

11. The method of claim 1 Wherein: 
the temporal pulse Width of the pulses is shorter than 

about 40 nanoseconds. 
12. The method of claim 1 Wherein: 
the temporal pulse Width of the pulses is shorter than 

about 2 nanoseconds. 
13. The method of claim 1 Wherein: 

the pulse energy of the laser pulses is selected, based on 
the ablation threshold energy density of the target 
material and the area of the spot, to be greater than 
about 5 microJoules. 

14. The method of claim 13 Wherein: 
the pulse energy of the laser pulses is betWeen about 0.1 

milliJoules and about 250 milliJoules. 
15. The method of claim 1 Wherein: 
the target material comprises a substrate including semi 

conductor dies. 
16. The method of claim 15 Wherein: 
the spot includes a major axis and a minor axis, and 
the laser pulses are applied to the material such that the 

major axis of the spot moves parallel to the cutting 
direction, and 

the length of the major axis of the spot is less than about 
2 centimeters. 

17. The method of claim 1, the laser pulses having a 
temporal pulse Width shorter than about 100 nanoseconds 
and having an energy density from about 2 to about 20 times 
an ablation threshold energy density of the target material. 

18. The method of claim 1, Wherein the laser system is for 
cutting a target material, the laser system comprising: 

a seed laser system for producing a ?rst pulse laser beam; 
a laser ampli?er for amplifying the ?rst pulse laser beam 

to produce an ampli?ed pulse laser beam; 
a harmonic generation system for converting the ampli 

?ed pulse laser beam into a second pulse laser beam 
having a shorter Wavelength; 

a focussing system for focussing the second pulse laser 
beam to an approximately ellipse shaped third pulse 
laser beam; and 

a motion control system for moving a target material 
contacted by the third pulse laser beam. 

19. The method of claim 18, Wherein the focussing system 
comprises a ?rst lens and a second lens, the ?rst lens 
controlling the length of the major axis of the approximately 
ellipse shaped third pulse laser beam and the second lens 
controlling the length of the minor axis of the approximately 
ellipse shaped third pulse laser beam. 

20. The method of claim 19 Wherein the ?rst lens and the 
second lens are cylindrical and are aligned at substantially 
90 degrees. 

21. The method of claim 19 Wherein the motion control 
system comprises tWo orthogonal stages capable of moving 
the target material in any direction parallel to a surface plane 
of target material. 

22. The laser system of claim 19 Wherein the seed laser 
system comprises: 

a laser crystal; 
an optical pump arranged to pump the laser crystal; 
at least tWo mirror surfaces de?ning a resonator, the 

resonator de?ning a beam path Which transits the laser 
crystal; 

an acousto-optic Q-sWitch installed Within the beam path 
for blocking passage of light in the beam path except 
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14 
for short periods of time, the ?rst optical shutter de?n 
ing an ON period and an OFF period; 

an acousto-optic mode locker installed Within the reso 
nator for blocking the passage of light in the resonator 
except for periodic sub nanosecond intervals, the inter 
vals being spaced such that during each ON period a 
light pulse traveling at the speed of light in the reso 
nator is able to make a plurality of transits through the 
resonator, increasing in intensity on each transit to 
de?ned an intensi?ed pulse; and 

a cavity dump for periodically releasing intensi?ed pulses 
from the resonator, the periodically released intensi?ed 
pulses de?ning the ?rst pulse laser beam. 

23. The method of claim 22 Wherein the optical pump 
comprises a laser diode. 

24. The method of claim 23 Wherein the laser crystal is a 
Nd:YAG crystal. 

25. The method of claim 19 Wherein the laser ampli?er 
comprises a laser diode pumped Nd:YAG rod. 

26. The method of claim 25 Wherein the laser ampli?er is 
con?gured to provide for multiple passes of the ?rst pulse 
laser beam through the Nd:YAG rod. 

27. The method of claim 19 Wherein the harmonic gen 
eration system comprises at least one non-linear crystal for 
converting the ampli?ed pulse laser beam into a second 
pulse laser beam having a Wavelength equal to 1/n times the 
Wavelength of the ampli?ed pulse laser beam, Where n is an 
integer greater than 1. 

28. The method of claim 18 Wherein the motion control 
system comprises tWo orthogonal stages capable of moving 
the target material in any direction parallel to a surface plane 
of the target material. 

29. The method of claim 28 Wherein the motion control 
system further comprises a controller for controlling the 
speed and direction of movement of each of the orthogonal 
stages. 

30. The method of claim 28 Wherein the motion control 
system further comprises a vision system for aligning the 
major axis of the third pulse laser beam to at least one 
?duciary point on th target material. 

31. The method of claim 28 Wherein the orthogonal stages 
move the target material in a direction parallel to the major 
axis of the third pulse laser beam. 

32. The method of claim 1, Wherein the laser pulses have 
a repetition rate of about or less than 15 HZ. 

33. The method of claim 1, Wherein the laser pulses have 
a repetition rate of about or less than 60 HZ. 

34. The method of claim 1, Wherein the laser pulses have 
a repetition rate of about or less than 300 HZ. 

35. The method of claim 1, Wherein the target material is 
a multi-layer laminate substrate containing ball grid array 
semiconductor elements. 

36. The method of claim 35, Wherein the substrate con 
sists of three layers, Wherein one layer is a polyamide layer 
that is about 50 micrometers thick, Wherein a second layer 
is an intermittent copper layer that is about 20 micrometers 
thick, and Wherein a third layer is an elastomeric epoxy layer 
betWeen 250 and 580 micrometers in thickness. 

37. The method of claim 1, Wherein the target material is 
a silicon Wafer. 

38. The method of claims 37, Wherein the Wafer is about 
0.64 mm thick. 

39. The method of claim 1, Wherein the target material is 
a gallium arsenide Wafer. 

40. The method of claim 39, Wherein the Wafer is about 
0.25 mm thick. 


